2007 SECTION IX

QW-482 SUGGESTED FORMAT FOR WELDING PROCEDURE SPECIFICATIONS (WPS)
(See QW-200.1, Section IX, ASME Boiler and Pressure Vessel Code)

Company NamnI nN¢co le A By W$W Zi?(/
Welding Procedure Specification No. 55/07/ ‘/ Date Supporting PQR No.{s} IN C i

Revision No. Date

Welding Process(es) G-TA L‘-J : Typels) H H’NM&/{ -

Manual, M or S,
JOINTS (QW-402) — Details
Joint Desi ﬁ(‘oa\) L.:
gn
Backing: Yes No <
Backing Material (Type) Wﬂés
(Refor to hoth backing and retsiners)
O Metai O Nonfusing Metal ’ sz

O Nonmetallic O Other CO ﬂés
. 77

Sketches, Production Drawings, Weld Symbols, or Written Description %

should show the general arrangament of the parts to be welded. Where
applicable, the root spacing and the details of weld groove may be ,____’-—Q—"’—\
specified. USSR

{At the option of the Manufacturer, sketches may be attached to illustrate

joint design, weld layers, and bead sequence (e.g., for notch toughness v
| = G ¢ )
{

proceduras, for multiple process procedures, etc.)l

*BASE METALS (QW-403)
P-No. Group No. to P-No. Group No.

OR "
Spaecification Type and Grade 3 o ‘+ 5 {’Hll’\ ldSS ,5){/)1( CL‘*"l(— qo l i (D) P( Pﬂ
to Specification Type and Grade
OR
Chem. Analysis and Mach. Prop.
to Chem. Analysis and Mech. Prop.
Thickness Range:
Base Metal: Groove ! L/O Fillet
Other

-

*FILLER METALS (QW-?«S)
Spec. No. (SFA}

-
AWS No, (Class) 23 _Se9

F-No.
A-No. ) 5
Size of Filler Metals Zita ',/ 7 2308 L
Weld Metal
Thickness Range: v
Groove 'I ‘{O
Fillet
Electrode-Flux (Class)
Flux Trade Name
Consumable Insert
Other

*Each base metal-filler metal combtné('i.o'r; sl.;ould be recorded individually.

AW
ac1

. B, CAMPBELL
angbl!ﬂ‘)l

cwi

(11/06)
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2007 SECTION IX

QW-482 (Back)
WPS No.

Rev.

POSTWELD HEAT TREATMENT (QW-407)
Temperature Range

POSITIONS (QW-405}
Positionls) of Groove g /K G

Welding Progression: Up v Down Time Range

Position(s) of Fillet

GAS {QW-408)

PREHEAT {QW-406} - Jo

Preheat Temperature, Minimum Gasles)

Percent Composition
(Mixture)

Flow Rate

1350%

Interpass Temperature, Maximim
Preheat Maintenance

Abgors

Shiglding

o'/

8" CLH

{Continuous or special heating, where applicable, should be recorded) | Trailing

Backing

ELECTRICAL CHARACTERISTICS (QW-409) +_'
Current AC or DC Polari\yj I{ C’LL“{, A

Amps (Range) O = 123 yoits (Range)

(Amps and volts range should be recorded for each electrode sizs,
position, and thickness, etc. This information may be listed in 2
tabular form similar to that shown below.)

A/32

-

2%

Tungsten Electrode Size and Type
(Pure Tungston, 2% Thoristod, ate.)

Mode of Metal Transfer for GMAW

(Spray Arc, Shart Cicculting Arc, elc.}

Electrode Wire Feed Speed Range

TECHNIQUE {QW-410)
String or Weave Bead

5’44"‘«'\4
B

Orifice or Gas Cup Size

e  RBruSh

Initial and Interpass Cleaning (Brushing, Grinding, etc.)

Method of Back Gouging .4 ,/ g

Oscillation LA

Contact Tube to Work Distance Vid /

Multiple or Single Pass (Per Side) mefHPre |,
A LA

Multiple or Single Electrodes - /
Travel Speed (Range) Manuak

rl

Peening
Other

Filler Metal Current

Travel
Speed
Range

Weld
Layer(s)

Type/ Amp Voit

Process Class Diameter Polarity Range Range

Other
{e.g.. Remarks, Com-
ments, Hot Wire
Addition, Technique,
Torch Angle, etc.)

1) 1to
Ve

PSP | go-ieS | 1e-1S
DesSP | 1S

T
GTow

ot
ool

lo1$

manaat’

ol

{11/06)
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QW-482 SUGGESTED FORMAT FOR WELDING PROCEDURE SPECIFICATION (WPS)
(See QW-201.1, Section IX, ASME Boiler and Pressure Vessel Code)

Company Name InCodema By: M (  Ce )
Welding Procedure Specification No. 5‘512/ & Date; Supporting PQR No.(s) s ¢ 4
Revision No. Date
Welding Process(es) _C> TAL/ we(s) __ /Nan va {
(Automatic, Manual, Machine or SemisAwomatic)

JOINTS (QW-402) Detalls

Joint Design G roeogwve

Root Spacing A

Backing (Yes) MNo) X @

Backing Material (Type)

(refer to both backing and retainers)
Metal [ONonfusing Metal
Nonmetalic {J other - FIG A (BUTT JOINY) F1G B (CORNER JOINT) FIG € (EDGE JOINT)

Sketches, Production Drawings, Weld Symbols or Written Description
should show the general arrangement of the parts to be welded. Where
applicable, the root spacing and the detalls of weld groove may be
specified.

[At the option of the manufacturer, sketches may be attached to illustrate

joint design, weld layers and bead sequence (e.g., for notch toughness
procedures, for multiple process procedures etc.)] FIG D (LAP JOINT) FOB B (Y8R 200N

{3 Other (Describe)
: 1 Figure A [ Flgure B [JFigure C [JFgure D re E

*BASE METALS (QW-403)
P-No. & Graup No. to P-No. 2 Group No.
OR

Specification type/grade or UNS number 3024 2"2@.‘ ,S‘Q(Cs‘p/g: 0
to Spedfication type/grade or UNS number

OR
Chem. Analysis and Mech. Prop.

to Chem. Analysis and Mech. Prop. T

Thickness Range:

Base Metal: Groove SAY0 Fillet

Other
Maximum Pass Thickness < 1/2 Inch (13 mm) (ves) [ N O
*FILLER METALS (QW-404) 1 2 3 4
Spec. No. (SFA) 5.9
AWS No. (Class) 3 OEi &
F-No.
A-No. '
Slze of Filler Metals Vie

Filler Metal Product Form

Supplemental Filler Metal

Weld Metal
Thickness Range: J2s =3 / 2

Groove

Fillet

Electrode-Hux (Class)

Flux Type

Flux Trade Name

Consumable Insert

Other

*Each base metal-flllar metal combination should be recorded Individually.




QW-482 (Back)

WPS No. Rev
POSITIONS (QW-405) POST WELD HEAT TREATMENT (QW-407)
Position(s) of Groove ( G Temperature Range
Welding Progression: Up X Dawn Time Range
Position(s) of Fillet Other
Other
GAS (QW-408)
PREHEAT (QW-406) Percent Compasition
Preheat Temperature, Minimum '7.2 Gl ' Gas(es) Mixture Flow Rate
Interpass Temperature Maximum 7250 Shielding rgon 7 b57. RS CFH |
Preheat Maintenance Teailing
Other Backing Brson /00 Vo S CFd
(Continuous or special heating where appicable should be recorded) Other 4
ELECTRICAL C CTERISYICS (QW-409)
"OC EL
Other
Travel (e.g. R;m:d:swlm
Weld Type and Amperage Voltage ments, Hot Wire
Pass( es) Process Classification Diameter. Polarity Range Range m Agdg",l: ‘imnE'?c.u;'
o gle,
/ G TAtY Vie DCEX | §O-/125 3-7Lem
3 G (AW V7/¢é R | 50-/05" 2-2 P

{Amperage and voRege rangs should be reconded for sach electrode size, position, and thickness, etc
Pulsing Current M/ A Heat Input (max)

Tungsten Electrode Size and Type ‘%L 0:4- .22: erw;é(

{Pare Tungsten, 2% Thoriated, etc.)

Mode of Metal Transfer for GMAW N/a

@wwuc,shod&uﬂnglm, ec)
Electrode Wire feed speed range N4
Other

TECHNIQUE (QW-410)

String or Weave Bead Strinsg
Orifice or Gas Cup Size g

Initial and Interpass Cleaning (Brushing, %7)39 ec)  _ Gdire frosd

Method of Back Gouging

Osdliation A

Contact Tube to Work Distance AvA

Multiple or Single Pass (per dde) Mo [Tielc

Multiple or Single Electrodes Single

Electrode Spacing

Peening

Other




2007 SECTION IX

QW-482 SUGGESTED FORMAT FOR WELDING PROCEDURE SPECIFICATIONS (WPS)
(See QW-200.1, Section IX, ASME Boiler and Pressure Vessel Code)

Tncodema o Kieheurd Eeynalds

Company Name .
Welding Procedure Specification No. 5212 14 Date Supporting PQR No.(s) _ZMC- L
Revision No. Date
7 el
Welding Pr {es) @I A'[‘) B Typels) ‘4’"{.
ic, Manual, of Serni:
JOINTS (QW-402) Details
Joint Design /_’ > yOOVE. o
Backing: Yes No

Backing Material (T
9 YW, {Rofer to both backing and ro1ainors)

O Metal O Nonfusing Metal cover PASS

O Nonmetallic O Other ?(—DT PA- S
Skelches, Production Drawings, Weld Symbols, or Written Description

should show the general arrangement of the parts to be welded. Where

applicable, the root spacing and the details of weld groove may be ——

specified. w
{At the option of the Manufacturer, sketches may be attached to illustrate

joint design, weld layers, and bead sequence (e.g., for notch toughness
procedures, for multiple process procedures, etc.)] . q [2} G-AP ¢ Lm/'D . 630

- ooy

*BASE METALSAQW-403)

to P-No. Group No.

P-No. Group No.
OR

Specification Type and Grade .

to Specification Type and Grade
OR

Chem. Analysis and Mech. Prop.

to Chem. Analysis and Mech. Prop.

Thickness Range: X
L4 /‘7’0 Fillet

Base Metal: Groove

Other

*FILLER METALS (QW-404)

\

Spec. No. (SFA} -7

AWS No. (Class) — & 3+

F-No. ‘@_

A-No.
I - Cled

Size of Filler M
Weld Metal
Thickness Range: o
WA (4]

Groove

Fillet

Electrode-Flux (Class)

Flux Trade Name

Consumable Insert

Other

*Each base motal-filier metal combinatioi should be recorded individually.

AW,

QC1

RO
i

CWi

{11/06)
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2007 SECTION IX

QW-482 (Back)
WPS No. Rev.
POSITIONS (QW-405) 7] é" POSTWELD HEAT TREATMENT (QW-407)
: Six
Positionls) of Groove Tempersture Range
Welding Progression: Up K Down Time Range
Position(s) of Fillet
GAS (QW-408)
PREHEAT (QW-406) & Porcent Composition
Preheat Temperature, Minimum <2 Gasles) {(Mixture) Flow Rate
Interpass Temperature, Maximim
Preheat Maintenance Shielding M&/_ / Cx)% j s~ ¢ i)
{Continuous or specisl heating, where applicable, should be recorded) | Trailing
Backing
ELECTRICAL CHARACTERISTICS (QW-408) .
Current AC or D Polarity 3traght
Amps (Range) -Jéo Volts (Range) 9
{Amps and volts range should be recorded for each electrode size,
position, and thickness, etc. This information may be listed in a
tabular form similar to that shown below.)
) o/ 3 / "
Tungsten Electrode Size and Type ’7 6 3 < b‘ s
(Pura Tungsten, 2% Thoriated, etc.)
Mode of Metal Transfer for GMAW
{Speay Are, Short Circuiting Arc, ete.l
Electrode Wire Feed Speed Rango
TECHNIQUE (QW-410)
. String or Weave Bead
Orifice or Gas Cup Size
Initial end Interpass Cleaning (Brushing, Grinding, etc.) Ldire Brusk
Method of Back Gouging
Oscillation
Contact Tube to Work Distance -
Multiple or Single Pass (Per Side) L2l v ple
Multiple or Single Electrodes
Travel Speed (Range)
Peening
Other
Filler Metal Current
Other
(e.g., Remarks, Com-
Trave! mants, Hot Wire
Weld Type/ Amp Voit Speed Addition, Technique,
Layer(s) Process Class Diameter Polarity Range Range Range Torch Angle, etc.)
oo+ 600 o (S 5-10
i > | 308L | .0 5P oo |/ 3510
Cove”  [GAe |08 |owo XSSP | Bo-ize Jo-1§ |50
{11/06)
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QW-483 SUGGESTED FORMAT FOR PROCEDURE QUALIFICATION RECORDS (PQR)

2007 SECTION IX

(See QW-200.2, Section IX, ASME Boiler and Pressure Vessel Code)
Record Actual Conditions Used to Weld Test Coupon

Company Name I NCOD EMA

Procedure Qualification Record No, = AN C___Z_

Date (n" 02"’

WPS No. 35 1219 <=

Welding Process(es} oy

Types {Manual, Automatic, Semi-Automatic) mahdaX

JOINTS (QW-402)

TZQOT PR35
coved pPas’

Lot

20

Groove Design of Test Coupon
{For combination qualifications, the deposited weld metal thickness shall be recorded for euch filler metal or process used.}

FILLER METALS (QW-404) g q

BASE METALS (QW-403) POSTWELD HEAT TREATMENT (QW-407)
Material Spec. — Temperature -,
Type or Grade 2O Time
P-No. to P-No. 75 Other
i . !/
Tl:nckness of Test Coupon TS &
Diameter of Test Coupon
Other
GAS (QW-408)

Percent Composition
Gasles) {Mixture) Flow Rate

Shielding ~ RREEN jxF e 25 CE

Trailing
Backing

SFA Specification
AWS Classification A6.9

Filler Metal F-No.

Weld Metal Analysis A-No.

ELECTRICAL CHARACTERISTICS (QW-4083)
Current

€
Polarity w23t a e chT™

Size of Filler Metal ——- C(e 0 Amps. Co- jro’ - vois 1~/ s

Other Tungsten Electrode Size 3/32,
Other

Weld Metal Thickness

POSITION {QW-405) q TECHNIQUE {QW-410)

Position of Groove ‘5} X G- ’ Travel Speed $— )0 TP

Weld Progression (Uphill, Downhill) LD W) T String or Weave Bead Skt lcay

Other Oscillation :
Multipass or Single Pass (Per Side) DALt 1O(&
Single or Multiple Electrodes

PREHEAT (QW-406) P Other

Preheat Temperature Zg =

Interpass Temperature 750

Other —

11106
ROBERT B. CAMPBELL
96121291 243

W




2007 SECTION IX

QW-483 (Back)

No.
Tensile Test (QW-150) FOGNS
Ultimate Ultimate Type of
Specimen Total Load, Unit Stress, Failure and
No. Width Thickness Area Ib psi Location
Guided-Bend Tests (QW-160}
Type and Figure No. Result
y
Toughness Tests (QW-170)
Specimen Notch Specimen Test tmpact Values
No. Location Size Temperature fi-lb % Shear Mils Drop Weight Break (Y/N)
Comments
Fillet-Weld Test (QW-180)
Result — Satisfactory: Yes , No Penatration into Parent Metal: Yes No
Macro — Resuits
Other Tests
Type of Test
Deposit Analysis
Other
Welder's Name Clock No. - Stamp No.
Tests Conducted by Laboratory Test No.

We certify that the statements in this record are corract and that the test welds were prepared, welded, and tested in accordance with the
requirements of Section IX of the ASME BOILER AND PRESSURE VESSEL CODE.

Manufacturer

Date By
(Detail of record of tests are iilustrative only and may be modified to conform tqihe type and number of tests required by the Code.)

108
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QW-483 SUGGESTED FORMAT FOR PROCEDURE QUALIFICATION RECORDS (PQR)

Record Actual Conditions Used to Weld Test Coupon

(See QW-200.2, Section IX, ASME Boller and Pressure Vessel Code)

—
—

Company Name TN olEMA
Procedure Qualification Record No. LNC- | Date Y~ X7,TY1
WPS No. SSIAly
Welding Process (es)
Types (Marnual, Automatic, Semi-Automatic) Manval
JOINTS (QW-402)
- = ]
\
// 6 RooTGa ¥
>//‘ L& '\4
. Groove Design of Test Coupon (sketch, figure or reference)
(For combination qualifications, the d weld metal thickness shall be recorded for each filler metal and process used.)
BASE METALS (QW-403) POST WELD HEAT TREATMENT (QW-407)
Material Specification Temperature
Type or Grade or UNS Number 209 & * | Time
PNo._& Group No. to PNo. &  Group No Other
Thickness of Test Coupon . 190
Diameter of Test Coupon 2
Maximum Pass Thickness
Other
GAS (QW-408)
Parcent Composition
FILLER METALS (QW-404) Gas (es) (Mixture) Flow Rate
Layer (combination welds) 1 2 3 shielding { _Arson  700%
SFA Specification . Trallng ¢ =i
AWS Classification 3 o%zg Backing Argen Qo7 S CFH
Filler Metal ¥ No. Othar =
Weld Metal Analysis A No.
Size of Filler Metal /A3
Filer Metal Product Form ELECTRICAL CHARACTERISTICS (QW-409)
Supplemental Filler Metal Current C
Electrode Flux Qlassification Polarity EN
Flux Type Amps ~]20 Volts
Flux Trade Name Tungsten Electrode Size Aoz
Weld Metal Thickness Transfer Mode for GMAW (FCAW)
Other Other
POSITION (QW-405) TECHNIQUE (QW-410)
Position of Groove " (
Weld Progression (Uphlll, Downhill) Uphd
Other L Trave! Speed 3-7) Tfm
String or Weave Bead Strins
Osclilation 4
PREHEAT (QW-406) > Multipass or Singles Pass (per side) i 0.5
Preheat Temperature 22 Single or Multiple Electrodes rnale
Interpass Temperature 560 Other -
Other




Qw-483 (Back)

PQR No.
Tenslie Test (QW-150) T
Ultimate 5 Type of Failure
Tomer | wan | icoes o Toaliomg | oS | wiocaen
/ 2993 1. 7907 AICY ) 9, %50 FIsEST | wel Aetal
i ) 2995 L3586 <109 QLY I Y] ¢
Guided Bend Tasts (QW-160)
Type and Figure No. o Result
FAce =) _ﬁ%tf
e B AS S
‘ %2? ol o5
0gT = 2 AS 3
Toughness Tests (QW-170)
Specimen Notch Specimen Test Impact Values Drop Weight Break
Number Lacation Size Temperature Ft-lb or ] % Shear Mils (in.) or mm (Yes/No)
Comments ' -
Fillet Weld Tast (QW-180)
Result- Satisfactory: Yes No Penetration into Parent Metal: Yes No
Macro - Results
Other Tests
Type of Test
Deposit Analysls
Other
Welders Name James Z. /Nartyn Clock No. Stamp No.
Tests Conducted by ImL_ TeiT (<45 Laboratory Test Number RO00FZ2Y9 R

We certify that statements made in this record are correct and that the test welds were prepared, welded, and tested in accordance with the
Requirements of Section IX of the ASME Boller and Pressure Vessel Code

Manufacturer or Contractor
bate 6 /2§ /R0 10 Certified By Jim Andrews  Cuox
(Detail of record of tests are lllustrative only and may be modified to conform to the type and number of tests required by the code.)




QW-484A — SUGGESTED FORMAT A FOR WELDER PERFORMANCE QUALIFICATIONS (WPQ)

- (Se 301, Section IX, ASME Boller and Pressura Vessel Code))
wedersName _Ruchand Keynolls Identification No.
Tast Description
Idendfication of WPS followed S s/ )“/, & 1 Test Coupon [ Production weid
Spedfication and type/grade or UNS number of base metal(s) Thickness:
Testing Conditions and Qualification Limits
Welding Variables (QW-350) chual values Range qualified
Welding process (es)
Type (.., manual, semi-automatic) used anvy f
Backing (with/without, metal, weld metal, double-weided, etc.) W T ouT . _
[0 Pate A Pipe (enter diameter, if pipe or tube) P - L £
Base metal P- or S-Number to P-or S-Number 5 qto s 3
Filler metal or electrode specification(s) (SFA) (info only) A A
Filler meta! or electrode dassification(s) (Info only) 3%- JS05L
Filler metal F-Number(s) 6
Consumable Insert (GTAW o PAW) Ao A O
Fifler type (solid/metal or flux cored/powder (GTAW or PAW) é, ) 5‘12 S ol¢st
Deposit thickness for each process
Process 1: (¥ 3 layers minimum ] Yes [XNo 2 6 &
Process 2: A 3layersminimum [ yves [ENo . 70
Position qualified (2G, 6G, 3F, etc.) 6 6
Vertical progression (uphlll or downhill) vphi [l
Type of fuel gas (OFW)
Inert gas backing (GTAW, PAW, GMAW)
Transfer mode (spray/globular or pulse to short circuit ~GMAW)
GTAW current type/polarity (AC, DCEP, DCEN) : DCEn oc a2
RESULTS
visual Examination of Compieted Weld (QW-302.4) ACCcpT

CIransverse face and root bends [QW-462.3 (a)};  [MLongitudinal bends [QW-462.3 (b)),  [ISide bends (QW-462.2)
[IPipe bend specimen, corrosion-resistant weld meta) overliay [QW-462.5(c)]
[IPiate bend specimen, corrosion-resistant weld metal overlay [QW-462.5 (d)];

[ Pipe specimen macro tast for fusion [QW-462.5 (b)]; [J Plate specimen macro test for fusion [QW-462.5 (e);
Type Result Typa Resuit Type Result
G NCCepT
'_-ﬁoo % CCep
Alternative radlographic examination resuits (QW-191)
Fillet weld -- Fracture test (QW-181.2) Length and percent of defects
[ Fillet welds in plate [QW-462.4(b)] [ Fillet welds in pipe [QW-462.4(c)
Macro examination (QW-184) Fillet size (in.): X Concavity/convexity (in.):
Other tests
Film or specimens evaluated by: Company
Mechanical tests conducted by: __ LM @, Tes7T" Labs Laboratory Test Number
Welding supervised by RobeiT B Ckm’ﬂ.éc (f

We certify that the statements in this record are correct and that the test coupons were prepared welded and tested in accordance with the
requirements of Section IX of the ASME Code.

Manufacturer or Contractor

Date: ‘/27/:1\0/0 Certified by: d()h A/’\c&_ e S




QW-484A — SUGGESTED FORMAT A FOR WELDER PERFORMANCE QUALIFICATIONS (WPQ)
(See QW-301, Saction IX, ASME Boller and Pressure Vessel Cade))

Welders Name Jame L Martin Identification No.
Test Description
Identification of WPS followed 19 5/ 2-:/ 5 {%f Test coupon (7] Production weld
Specification and type/grade or UNS number of base metal(s) Thickness:
Testing Conditions and Qualification Limits
Welding Variables (QW-350) Actual values Range qualified
Welding process (es) G ALy
Type (1.e., manual, semi-automatic) used Manval
Backing (with/without, metal, weld metal, double-welded, etc.) s H ot I
O Plate Pipe (enter diameter, if pipe or tube) b S e X } 6

Base metal P- or S-Number to P-or S-Number g dto . »
Filler metal or electrode spedfication(s) (SFA) (info only) 5.9 i} 3%
Filler metal or electrode classification(s) (Info only) 304 IO L.
Filler metal F-Number(s) [4 6
Consumable insert (GTAW or PAW) AZO VO
Filler type (solid/metal or flux cored/powder (GTAW or PAW) Solid Selid
Deposit thickness for each process

Process1: G 7AW Zlayersminimum [Jyes Mno e 6L

Process2: _ G 7 A4 L7 3 layers minimum  [JYes R No e 1O
Position qualified (2G, 6G, 3F, etc.) 6 G
Vertical progression (uphili ar downbhill) Vphll
Type of fuel gas (OFW)
Inert gas backing (GTAW, PAW, GMAW) Arsen Arsch
Transfer mode (spray/globular or pulse to short circuit -GMAW) -
GTAW current type/polarity (AC, DCEP, DCEN) DCEA DCEN

RESULTS

Visual Examination of Completed Weld (QW-302.4) /4’ Cley il

[ITransverse face and root bends [QW-462.3 (3));  ILongitudinal bends [QW-462.3 (b)]; [side bends (QW-462.2)
[CIripe bend specimen, corrosion-resistant weld metal overlay [QW-462.5(c)]
[Irlate bend specimen, corroslon-resistant weld metal overlay [QW-462.5 (d)];
[ Pipe specimen macro test for fusion [QW-462.5 (b)]; [] Plate specimen macro test for fusion [QW-462.5 (e)];

Type Result Type Result Type Result

< HCCep?
_;Zv'_éou AclepT

Alternative radiographic examination resuits (QW-191)

Fillet wald -- Fracture test (QW-181.2) Length and percent of defects
[J Fillet welds in plate [QW-462.4(b)) [ Filtet welds in pipe [QW-462.4(c)
Macro examination (QW-184) Fillet size (in.): X Concavity/convexity (in.):
Other tests
Flim or specimens evaluated by: Company
Mechanical tests conducted by: _F/ME  Tes 7™ Leb S Laboratory Test Number
Welding supervised by eohnf /_)’ Ca_ m'p ée 4/

We certlfy that the statements in this record are correct and that the test coupons were prepared welded and tested in accordance with the
requirements of Section IX of the ASME Code.
Manufacturer or Contractor

Date: 6/2 ‘//-'20/0 certhedby: _¢Jrm Andrec s




